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DX200 E1 F1550 FURNACE TUBE REPLACEMENT
SOUTH SIDE OF FURNACE C 0 PASS
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FIELD VERIFY ALL DIMENSIONS
VERIFY LOCATIONS WITH CHEVRON INSPECTIONS AND CHEVRON
DESIGN ENGINEERING BEFORE REOMOVING ANY TUBES OR
FITTINGS
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TUBE 11 SOUTH TUBE

2A 10 16431 20
15A 20 1532 t 50
18A 3 C 15433 teo
l1A 4C t5c434 170
18A 50 t S438t t 8e
19 6C 1543 l 1QC
20.1 7C 1,5431 2Q C

28 1D 154 3 8 20
1 58 20 16439 iS0

t 08 30 15440 10D
118 40 164if 11D
1 89 60 1S c4T 18 0
198 60 1,644 1GO
20B 70 1.544 200

WORK INSTRUCTIONS
1 PIPING SECTIONS TO BE REMOVED ARE MARKED IN BOLD ON DRAWING TO

LEFT SECTIONS INLCUDE
5 TUBE 016

5 ELBOW BOTTOM ELBOW ON D 15 TO D 16 RETURN BEND
5 PUP PIECE MIDDLE OF D15 TO D 16 RETURN BEND
4 TUBE C14 C13 C7 D14 D9

4 ELBOW BOTTOM ELBOW ON C5 TO C6 RETURN BEND TOP
ELBOW ON C10 TO C11 RETURN BEND

2 ENSURE THAT THE TUBES ARE WELL SUPPORTED CUT AND REMOVE
ELBOWS PUP PIECES AND TUBES CUT ALONG EXISTING WELDS TO
REMOVE PIECES

3 ONCE WELDING HAS BEGUN THE METAL TEMPERATURE MUST REMAIN

ABOVE THE PREHEAT TEMPERATURE 450 F IF TEMPERATURE DROPS
BELOW THE PREHEAT TEMPERATURE INTERMEDIATE PWHT MUST BE

PERFORMED SEE EWO INSTRUCTIONS STEP 4.5 FOR WELD PROCEDURE
INSPECTION REQUIREMENTS AND PWHT PROCEDURE
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DX200 E1 F1550 FURNACE TUBE REPLACEMENT
NORTH SIDE OF FURNACE A B PASS

FIELD VERIFY ALL DIMENSIONS
VERIFY LOCATIONS WITH CHEVRON INSPECTIONS AND CHEVRON
DESIGN ENGINEERING BEFORE REOMOVING ANY TUBES OR FITTINGS

WORK INSTRUCTIONS
1 PIPING SECTIONS TO BE REMOVED ARE MARKED IN BOLD ON DRAWING TO

LEFT SECTIONS INLCUDE
5 TUBE A16 B16

4 TUBE A14 B9 B7

4 90 DEG ELBOW BOTTOM ELBOW ON B6 TO B7 RETURN BEND
4 45 DEG ELBOW PUP PIECE RETURN BEND BETWEEN B14 TO B 15

4 PUP PIECE MIDDLE OF A6 TO A7 RETURN BEND MIDDLE OF A 12 TO A 13

RETURN BEND
2 ENSURE THAT THE TUBES ARE WELL SUPPORTED CUT AND REMOVE

ELBOWS PUP PIECES AND TUBES CUT ALONG EXISTING WELDS TO
REMOVE PIECES

3 ONCE WELDING HAS BEGUN THE METAL TEMPERATURE MUST REMAIN
ABOVE THE PREHEAT TEMPERATURE 450 F IF TEMPERATURE DROPS
BELOW THE PREHEAT TEMPERATURE INTERMEDIATE PWHT MUST BE

PERFORMED SEE EWO INSTRUCTIONS STEP 4.5 FOR WELD PROCEDURE
INSPECTION REQUIREMENTS AND PWHT PROCEDURE
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